(19) 



Europaisches Patentamt 
European Patent Office 




(12) 



Office europeen des brevets (-| -| ) 

EP 0 818 622 A1 

EUROPEAN PATENT APPLICATION 



(43) Date of publication: 


(51) Intel* F02M 61/16, F02M 51/08, 


14.U1.IB30 DUIIOlin I990/UJ 




(21) Application number: 97305027.1 




(22\ Date of filina* 09 07 1997 




(84) Designated Contracting States: 


• Fried, Marcus W. 


AT BE CH DE DK ES Fl FR GB GR IE IT LI LU MC 


oeiieviiie, iviicnigan »*o i i i 


NL PT SE 


• Schanergerger, Ellsworth 




Livonia, Michigan 48154 (US) 


(30) Priority: 11.07.1996 US 678309 


(74) Representative: Messulam, Alec Moses 


(71) Applicant: Ford Global Technologies, Inc. 


A. Messulam & Co. 


Dearborn, Michigan 48126 (US) 


24 Broadway 


Leigh-on-Sea Essex SS9 1BN (GB) 


(72) Inventors: 




• Potter, Timothy 




Dearborn, Michigan 48124 (US) 





CM 
CM 
CO 

00 
CO 

o 

CL 
LU 



(54) Using a coated fuel injector and method of making 



(57) A method of using an amorphous carbon- 
based coating to extend the operating life of a fuel in- 
jector having a needle operating within a valve body the 
valve body, the valve and body having steel surfaces 
subject to repeated impact and sliding friction contact 
over the operating life of the injector. The method com- 
prises (a) providing the steel surfaces of at least one of 
the needle and body with an ion implanted stabilised 
amorphous carbon-based coating in a thickness of 1 -10 
micrometers, the coating having low internal stresses 
and low coefficient of friction independent of humidity 
and being stabilised by the presence of up to 30% by 
weight of carbide forming material selected from the 
group of silicon, titanium and tungsten, and (b) repeat- 
edly and rapidly actuating the fuel injector in time peri- 
ods of .5-1.5 micro-seconds for a single acutations 
thereby subjecting the valve coated surfaces to sub- 
stantially continuous sliding contact and needle impact 
forces of 70,000-200,000 psi, the actuation being car- 
ried out in the absence of lubricious fuel at the coated 
surfaces whereby wear is significantly reduced by atom- 
ic transfer of coating atoms to mating surfaces during 
impact or sliding contact. Also disclosed is a method of 
making a fuel injector with an extended life needle hav- 
ing impact and sliding friction contact surfaces not all of 
which are exposed when viewed from a single direction. 




FIG. I. 
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Description 

This invention relates to the technology of making 
and using precise metering elements for fuel injectors 
in a manner so that such injectors are protected against 
wear and malfunction in the absence of a lubricious fuel. 

Fuel injectors usually are associated with each cyl- 
inder of an internal combustion engine. Each injector 
has a valve mechanism which opens and closes an exit 
aperture of a cup containing fuel; the aperture is opened 
repeatedly for a period of time in synchronisation with 
the cycle of the engine. The fuel metering portion of the 
injector, usually a needle possessing a pintle valve, has 
some surfaces which are subject to impact and some 
surfaces which are subject to sliding contact. In a con- 
ventional gasoline engine, these injector surfaces would 
normally be lubricated by the presence of liquid fuel 
passing through the injector. If the injector is of the type 
that does not maintain a lubricating fuel in the metering 
chamber during prolonged motoring, such as experi- 
enced in diesel engines, or is used continuously or al- 
ternatively with gaseous fuels (i.e. propane, natural gas, 
gasoline and diesel fuels with low sulphur content), such 
impact and sliding surfaces will become unduly hot and 
will exhibit varying degrees of wear (resulting from ma- 
terial fatigue, deformation and material wear). This will 
adversely affect injector performance as well as engine 
performance. 

Fuel injector erosion has been addressed in the pri- 
or art by the attachment of more wear resistance re- 
cessed bodies.to the exposed parts of the metering el- 
ements. Such bodies have been constituted of special 
alloyed steel, ceramic or glass. These add-on bodies 
have not proved commercially desirable because of cost 
and because they do not necessarily prolong the life of 
the metering surfaces in the absence of lubrication. In 
U.S. patent 5,409,1 65, the entire valve pintle was made 
of ceramic or ceramic like material to reduce erosion, 
but ceramic or wear resistance material is prohibitively 
expensive to manufacture. 

The invention, in a first aspect, is a method of using 
an amorphous carbon-based coating to extend the op- 
erating life of a fuel injector having a needle operating 
as a valve within a valve body, the needle and valve 
body having steel surfaces subject to repeated impact 
and sliding contact over the operating life of the injector. 
The method comprises (a) providing the steel surfaces 
of at least one of the valve and body with an ion implant- 
ed stabilised amorphous carbon-based coating in a 
thickness of 1-10 micrometers, the coating being unaf- 
fected by humidity and stabilised by the presence of up 
to 30% by weight of a carbide forming material selected 
from the group of silicon, titanium and tungsten, and (b) 
repeatedly and cyclically actuating the fuel injector nee- 
dle between open and closed valve positions using a 
cycle time of .5-1.5 milliseconds while subjecting the 
valve coating surfaces to sliding contact or impact forc- 
es, the actuation being carried out in the absence of lu- 



bricious fuel at the coated surfaces whereby wear is sig- 
nificantly reduced by atomic transfer of coating atoms 
to mating surfaces during impact or sliding contact. 
The invention, in a second aspect is a method of 

s making a fuel injector with an extended life needle hav- 
ing a needle tip at one end and having impact and sliding 
contact surfaces not all of which are exposed when 
viewed from a single direction, comprising (a) position- 
ing the needle on one electrode pedestal of a plasma 

10 enhanced vapour deposition apparatus with the needle 
tip pointing generally to an opposite polarity electrode 
of the apparatus, any surface of the needle that is not 
to be surfaced treated being masked; (b) cleaning and 
etching at least the impact and sliding contact surfaces 

is of the needle; and (c) while providing ionising material 
to the opposite polarity electrode, carrying out plasma 
enhanced vapour deposition to deposit an amorphous 
carbon coating in a thickness of 1-10 micrometers, the 
carbon coating being stabilised by the presence of up 

20 to 30% by weight of a carbide former with the steel, the 
carbide former being selected from the group of silicon, 
titanium and tungsten. 

The present invention provides a better method of 
making an injector that will perform in the absence of 

25 lubricious fuels, by coating the impact and sliding con- 
tact surfaces of such injector with a material that exhibits 
high hardness (15-30 knoop), a very low friction coeffi- 
cient (less than .08 and preferably less than .04) result- 
ing from the transfer of an outer layer of atoms during 

30 wear contact, and has stabilised internal stresses. 

The invention will now be described, by way of ex- 
ample, with reference to the accompanying drawings, 
in which: 

35 Figure 1 is an enlarged central sectional elevational 
view of a fuel injector having its needle coated in 
accordance with this invention; 

Figure 2 is a greatly enlarged view a portion of the 
40 injector of Figure 1; 

Figure 3 is a schematic illustration of the enhanced 
plasma vapour deposition apparatus and of the 
manner of coating the valve pintle in accordance 
45 with this invention; and 

Figure 4 is a schematic exploded view of an internal 
combustion engine illustrating the use of the fuel in- 
jectors therein. 

so 

A preferred form of fuel injector 10 is shown in Fig- 
ure 1 , which has a needle 11 that is movable along an 
axis 1 2 to open and close an injection aperture 1 3 at the 
end of a fuel cup 14 forming part of the valve body 15. 
55 One end of the needle is attached to an armature ele- 
ment 16 which is normally biased by a mechanical 
spring 17 to move the needle 11 to an aperture 13 clos- 
ing position. 



2 



0818622A1 J > 



EP 0 818 622 A1 



4 



Pressurised fuel 18 is placed in normal communi- 
cation with the fuel cup 14 by passing from an inlet 19 
through a screen 19a, through a spring chamber 20, 
through opening 21 of element 16 and thence through 
openings 22 to the exterior of element 16, and finally 5 
around the pentagonal sides 23 of the needle lands 24. 
To open the aperture, a solenoid coil 25 is energised to 
force element 1 6 against the spring 1 7 and move the 
pintle 26 to an open position with respect to aperture 1 3. 
Suitable wiring 27 connects to the coil by way of a con- io 
nector terminal 23. The pintle is cyclically opened and 
closed within a time period of .5-1 .5 milliseconds, and 
the inertia of such rapid movement results in high impact 
stresses at the valve body seat 29 resulting from needle 
tip contact. 15 

As shown in Figure 2, the needle 11 is formed of a 
hardened and corrosive resistant steel alloy, such as 
440 stainless steel; it has contact surfaces 30 (corners 
of pentagonal shaped lands 24) which slide in contact 
with Ihe interior cylindrical surface 31 of the valve body 20 
15. The needle 11 also has an annular tip surface 32 
(which may be conical) formed on the tip of the pintle 33 
of the needle which contacts the interior seat surface 29 
of the valve body 15 with an impact force (when urged 
by spring 17 to close the aperture 13 along the axis of 
such seat 29). When coil 25 is energised, the electro- 
magnetic force operates on the armature element 16 to 
pull the needle 11 away from the seat 29 a distance of 
10-260 micrometers, depending on the injector type. 

Such contact surfaces 30 and 32 can experience 
excessive wear (galling, abrasion, surface fatigue) in the 
absence of a liquid lubricant such as will be experienced 
with flexibly fuelled engines utilising propane gas, natu- 
ral gas, gasoline or diesel fuel with a low sulphur con- 
tent. This will occur in spite of the valve body being usu- 
ally comprised of 440 stainless steel. The sliding contact 
surfaces 30 without the coating of this invention, may 
first experience galling when the injector is used over a 
reasonable period of time. Such galling may cause sur- 
faces 30 to cease up against surface 31 of the valve 
body : causing the injectors to stop functioning. Frictional 
wear may be rapid enough for such uncoated surfaces 
to prevent ceasing and eventually cause the normal di- 
ametrical clearance between surfaces 30 and interior 
surface 31 (2-5 microns) to increase to about 1 5 microns 
over a period of use that is roughly equivalent to 
1 0,000-1 3,000 vehicular miles or 1 3 million cycles of the 
injeclor. 

Since the injector needle is typically actuated to 
have a cycle time period of .5-1 .5 milliseconds and such 
cycles are continuously repeated, high impact stresses 
will be created in seat surface 29 as a result of aperture 
closing contact therebetween. Such impact stresses 
can be in the range of 60,000-200 ; 000 psi. The initial 
contact area of conical surface 32 with conical seat 34 
is never perfect and results in localised areas that upon 
initial contact can cause the stress to rise to the yield 
point of the body or needle material (i.e. about 200,000 



psi for steel). However, during constructive break-in use, 
the metal at such localised contact areas will deform to 
bring down the stress level to about 70,000 psi and stay 
at such levels with little or no frictional wear. Without the 
coating of this invention at such stressed areas, the sur- 
faces would suffer from material fatigue and deforma- 
tion that may allow excessive fuel to be injected through 
the aperture 13. The dynamic flow rate of the fuel can 
deviate off target by as much as 20%. 

Surfaces of at least one of the needle or the valve 
body is provided with an ion implanted stabilised amor- 
phous carbon-based coating having low internal stress- 
es and low friction when subjected to a humid condition 
and is stabilised by the presence of up to 30% by weight 
of a carbide forming material selected from the group of 
silicon, titanium, and tungsten. As shown in Figure 3, 
the surfaces 30 and 32 of only the needle valve pintle 
are preferably coated to a thickness of 1-10 microme- 
ters. A capacitively coupled parallel plate RF driven 
plasma reactor 40 may be used to effect both etching 
cleaning as well as coating of such surfaces. The reactor 
is advantageously used with a low pressure plasma en- 
hanced chemical vapour deposition technique. 

The needle 1 1 is desirably degreased prior to being 
subjected to the etching and coating technique in the 
RF driven plasma reactor. Such degreasing may be car- 
ried out by the use of soap, (KOH) and water acetone 
rinse, nitric acid etch and alcohol. The needle 11 is po- 
sitioned with one end 11a of the needle on an RF pow- 
ered fixture, such as cathodic electrode pedestal 41 of 
the RF apparatus, and the opposite end 11 b of the nee- 
dle valve is exposed to allow the plasma to envelope it 
and is preferably positioned to point generally toward 
the anoidic electrode 43. Any surfaces of the needle 
valve (i.e. surface 42) that are not to be coated or treated 
are usually masked by use of a membrane 44 as shown 
in Figure 3. 

After the chamber 45 has been evacuated to a sys- 
tem based pressure of about 4.0x 10" 6 torr or less, an 
inert gas, such as argon, may be admitted to the cham- 
ber through gas inlet 46, while RF power from source 
47 is directed to the substrate cathode electrode 41 
This generates a negative bias voltage of 1 00-500 volts 
relative to the plasma which draws ions from the plasma 
and accelerates them to the needle valve pintle which 
is in conductive contact with the cathode electrode. 
Chemically inert argon ions dislodge other atoms of the 
steel pintle, thereby further cleaning all of the surfaces 
of the valve pintle by etching, including surfaces 30 and 
32. 

Deposition of the coating is then commenced by in- 
troducing a carbon coating precursor gas 49 in the form 
methane, acetylene, propane, butane, pentane orpen- 
tene, as the flow of inert gas is stopped, through inlet 
46. At the same time a coating stabilising material is also 
ion deposited along with the carbon ions. Side elec- 
trodes 50, 51 may be used to control the degree of neg- 
ative potential as well as the field of the plasma 48. The 
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plasma will have a wrap around effect to coat most of 
the surfaces of the needle even though some of the sur- 
faces of the needle are blind (i.e. surface 52) to the di- 
rection from which the ions are emanating from. When 
silicon is selected as the stabilising material, tetramethyl 5 
silane or diethyl silane is also introduced as a gas to the 
plasma along with the carbon depositing gas. When ti- 
tanium or tungsten is selected as the stabilising materi- 
al, a solid titanium or tungsten piece 53 is placed on a 
cathode electrode as a magnetron sputter target pow- 10 
ered by a separate supply, to sputter ions of the titanium 
or tungsten into the plasma for impregnating the amor- 
phous carbon deposit with such stabilising material 54. 
The ions implant into the surface of the valve pintle with 
an energy of about 50-200 electron volts per carbon at- is 
om. Control parameters for the ion implantation appa- 
ratus, usually comprise; 10-200 metric pressure and RF 
power to produce a 25-1000 volt bias. 

The presence of a carbide former in the form of sil- 
icon, titanium or tungsten will affect the carbon coating 20 
55 by (i) preserving coating's low friction (less than 0.1 
in humid conditions) without degrading and preserving 
the hardness of the coating which ranges from 12 to 20 
Gprs, (ii) increasing the durability of the amorphous car- 
bon, and (Hi) permitting a thicker carbon coating with low 25 
internal stresses so that the coating does not self de- 
struct. 

Such technical features of the coating provide a sur- 
prising improvement in the operating life of a fuel injector 
when the contact surfaces (and/or the surfaces against 30 
which such contact surfaces bear) are ion implanted 
with a stabilised amorphous carbon based coating 55 in 
a thickness 56 of at least 1-10 jam and the presence of 
a stabilising carbide-forming material in an amount of 
up to 30% by weight of the coating. When the needle 1 1 35 
is repeatedly actuated, as a result of injector used in an 
I.C. engine 58 as shown in Figure 4, subjecting the valve 
coated surfaces to sliding contact movement at within a 
cycle time of .5-1.5 milliseconds for each reciprocation 
and needle tip impact stresses of 70,000-200,000 psi, 40 
while such actuation is carried out in the absence of lu- 
bricious fuel at the coated surfaces, wear at surfaces 30 
and 32 is significantly reduced by atomic transfer of the 
coating atoms to the mating surfaces during impact or 
sliding contact. The injectors 10 are usually mounted in 45 
the lower intake manifold 60 and positioned so that their 
tips are directing fuel just ahead of the engine intake 
valves (not shown). As a result, the operating life ol the 
fuel injector can typically be extended by at least 
50-150%. Wear will be considerably less even after so 
2,000-3,000 hours of injector use with gaseous fuel such 
as propane or natural gas. 

Claims 55 

1. A method of using an amorphous carbon-based 
coating to extend the operating life of a fuel injector 



valve having a needle operating within a valve body, 
the needle and valve body having steel surfaces 
subject to repeated impact and sliding friction con- 
tact over the operating life of the injector, compris- 
ing: 

(a) providing said steel surface of at least one 
of said needle and valve body with an ion im- 
planted stabilised amorphous carbon-based 
coating in a thickness of 1 -1 0 micrometers, said 
coating having low internal stresses and low co- 
efficient of friction independent of humidity, said 
coating being stabilised by the presence of up 
to 30% by weight of a carbide-forming material 
selected from the group of silicon, titanium, and 
tungsten; and 

(b) repeatedly cyclically actuating the fuel injec- 
tor needle between open and closed valve po- 
sitions using a cycle time of .5-1 .5 milliseconds 
while subjecting the valve coated surfaces to 
sliding contact or impact stress, said actuation 
being carried out in the absence of lubricious 
fuel at said coated surfaces, whereby wear is 
significantly reduced by atomic transfer of coat- 
ing atoms to mating surfaces during impact or 
sliding contact. 

2. A method as claimed in claim 1 , in which the impact 
stresses are 60,000-200,000 psi and said coated 
surfaces provide a coefficient of f rictional less than . 
04. 

3. A method as claimed in claim 1 or 2, in which the 
needle and valve body are each comprised of stain- 
less steel. 

4. A method as claimed in any one of claims 1 to 3, in 
which the actuation of said fuel injector is provided 
by (i) a mechanical spring normally biasing the nee- 
dle tip to a closed position and (ii) a solenoid device 
providing an electromagnetic field to retract the 
valve against the force of said spring, thereby pro- 
viding an actuation cycle time in the range of .5-1 .5 
milliseconds. 

5. A method as claimed in any one of the preceding 
claims, in which said injector is used to meter gas- 
eous fuels while being actuated. 

6. A method of making a fuel injector with an extend- 
ed-life needle having a needle tip at one end and 
having impact and sliding contact surfaces, not all 
of which are exposed when viewed from a single 
direction, comprising: 

(a) positioning the needle on one electrode 
pedestal of a plasma enhanced vapour depo- 
sition apparatus, with the needle tip pointing 
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generally to an opposite polarity electrode of 
said apparatus, being exposed for the plasma, 
created with the other electrode, to envelope 
such needle, any surface of said needle that is 
not to be surface treated being masked; 5 

(b) cleaning and etching at least the impact and 
sliding contact surfaces of said needle; 

(c) while providing ionising material to the elec- 
tromagnetic field generated between the elec- 
trodes, carrying out said plasma enhanced va- io 
pour deposition to deposit an amorphous car- 
bon coating in a thickness of 1-10 micrometers, 
said carbon coating being stabilised by the 
presence of up to 30% by weight of a carbide 
former with said steel, said carbide former be- is 
ing selected from the group of silicon, titanium 
and tungsten. 

7. A method as claimed in claim 6, in which step (c) is 
carried out so that the ions are directed by the elec- 20 
trie field to wrap around said needle to coat all sur- 
faces even though blind to one of the electrodes. 

8. A method as claimed in claim 6 or 7, in which the 
starting material for the ion stream, for depositing 25 
the amorphous carbon based coating., selected 
from the group of methane acetylene, propane, bu- 
tane, pentane and pentelene. 

9. A method as claimed in claim 6, 7 or 8, the carbide 30 
former material stabilising the amorphous coating 

is comprised of a tetramethyl silane or diethyl silane 
gas introduced along with the hydrocarbon gases 
of the starting material. 

35 

10. A method as claimed in any one of claims 6 to 9, in 
which titanium or tungsten is selected as the car- 
bide-former, and solid titanium or tungsten is placed 
on a magnetic cathode and a voltage is applied to 
strip and sputter ions of said titanium or tungsten 
into said plasma for impregnating the amorphous 
carbon coating with said stabilising material. 

45 
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